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ABSTRACT: 

The invention provides a method of manufacturing an elongate decorative moulding having a 
decorative surface, comprising the steps of: (a) placing a flat surface of an elongate foam 
moulding core on an input portion of a flat elongate tabie, the foam core comprising a flexible 
resilient expanded polymer foam solid having: said flat surface on one side; a decorative 
surface on another side and a cross-sectional profile, the cross sectional profile of the core 
being proportionally smaller than the desired cross sectional profile of the finished decorative 
moulding, the table including a smooth continuous planar top surface and a longitudinal axis; 
(b) aligning the foam core on said longitudinal axis of the table; (c) sliding the foam core on 
the top surface of the table forwardly along the axis through a coating containment chamber, 
the coating chamber: having a bottom surface defined by the top surface of the table; having a 
rearward opening larger than the core profile; side walls and a forward wall which includes a 
die, the die having a die opening with a profile proportionally larger than the cross sectional 
profile of the moulding core, the die opening having a profile conforming a desired cross 
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sectional profile; (d) applying a liquid coating material to the decorative surface of the 
moulding core as the foam core slides through the coating chamber, the flat surface of the 
core slidingly engaging the top surface of the table thus being shielded from coating material; 
(e) passing the coated moulding core through the die opening on to an output portion of the 
table top surface; and (f) curing the coating material after the moulding has passed the die. 
Also provided is a device for manufacturing an elongate moulding. 

CLAIMS: Show all claims 

*** Note: Data on abstracts and claims is shown in the official language in which it was 
submitted. 
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FIELD OF THE INVENTION 

The present invention relates fo decorative mouldings of (he lyv* "* ed fbe 
L^rifitructioii industry to adorn wullff and ceilings, sperfJlcaUy extcriot mouldings with a foam 
5 oore coated wiCh tfucco. 

l*ACKGROUNI> OF THE INVENTION 

DceoruiK'e moulding? have been used lor some time in fho voTwtructlon industry. The 

10 moulding used typically hud a flat surface on one side aid a decorative surface on the other. 
A visually appealing design, usually in three annexions, is formed an the decomfivo -vurluc* 
or the moulding white the Hut surface is configured fo fit ugninfit the. wall or raJing, Itie 
moulding is mounted fo the wall such thai toe decorative surfec* is exposed fo view. 'Hie 
moulding is aUk«*ed to the wall hy applying an adhesive fo (ho Itat surface of Uv> moulding 

cr. and Ihen pressing (he glued wriTm* to the wall. 

Traditionally, mouldings* far the interior of huildmgs hww Been made of plaster or 
wood. I>ue fo the relative weight, durability and inflexibility of plaster, traditional moulding* 
could not be wwd with all wall Effaces, espeomlly on too exterior of a building, Wooden 
mouldings have become popular for some ^plications chic lo llteir relative flexibility and 

20 light weighh 'Hie cost of wooden moulding* can he high, trod wooden mouldings lend lo 
deteriorate if exposed fo the elements. 

Recertify, exterior stvceo finished moulding* have been mude of foam. The foam 
mouldings *rt often composed of a expanded pofymer such as polystyrene or polyurelliimc. 
fcixfciior prefabricated panels have been wnsiructed using foam TTiooldinas and foam panels 

25 mouuled on a rigid frame or board. The loam moulding muy be used as is, but iti most cases 
the decorative surlhee of die moulding is covered with mesh, such as fibec&lasfi, and then 
cowled with cither piaster or cement to give a stucco finish. Severn! layers of coating arc 
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applied by hand by either spraying or trowelling. After the foam moulding isauaened tt> Che 
wall, the entire wall structure including flat portions and moulding are finish coated to 
produce a uniform siucco finish. 

The application of the coating to the foam moulding has conventionally been done by 
5 hand. This is a time consuming labour Intensive business and the quality of the finished 
pioduct is not always consistent, since the skill of the applicator is critical. 

In some cases the fen i shed decorative surface is sloppy or the coating is of uneven 
thickness. Theunevennessof the coating may make the moulding more J'igid in some places 
Chan in olhera. The utieveoness of the coating tends to make the coating crack and delamjnate 
in overtime 

Where the building under construction is a relatively laige project, it lias been 
economical to construct prefabricated panels with foam moulding and flat panels. The finish 
in a factory setting can he more evenly applied and controlled than on an exposed 
iX>n*lructron she. "3 'his type ol ? construction i* not entiiely satisfactory since It cannot be 
I? applied to smaller projects and renovations easily, hi geneiaU excerrt for high volume 

tnduftTj-laTor commercial construction, the conventional method has been to apply coatings 
on site despite the above disadvantage?. 

SUMMARY OF THE INVENTION 

20 

'Hie invention 5sa method of manufacturing an elongated decorative moulding having 
a decorative surface and a desired cross-sectional profile, comprising the steps of applying a 
first coating material to a moulded core and then passing the moulded core tforoufch the 
opening of a first die. Once hardcjicd, tlieeotOed profile ht ugain vouted with a second cnatrng 
25 malarial and then passed through a second die. 

The? moulded w>re generally a Hat surface on at least one side, a decorative surface 
on another side and a cross-sectional profile. The cross sectional profile of flue moulded cojc 

-2- 
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IS 

OK. 



proportionally smaller LfoUi the desired cross sectional profile of (ho finished decorative 
lotildiug, The coating material is applied to llw decorative surface of Lhe core and the profile 
of the die- op^iing Ls proportionally larger tliyn the cim^scctiorait profile of the core snohmat 
the decorative surface of lhe eoio is spaced ,Vr,ra fllc c ^ ic * us ic P asRe5 through the die 
5 opening- 

T1k> invention also comprises a device iVir coating a moulding core comprising ft 
coating means for applying ttie coating material to the moulding eore^ a die for removing Che 
excess cowling material from the moulding core and a feeding mcmift for pushing llw moulding 
core through the coafiu& means and through the die. 
10 Spwi llcally, the invention provides n method of iwmur«£turlng an clongale decorative 

moulding hav'rng a decorative surface, comprising, the step? of: (aj placing a flu( wurlkos of an 
elongate foatn moulding core on an input portion of a flat elongate table, 0» foain core 
comprising a iWhle resilient expanded polymer foam solid having: said flat suvlUuo on one 
side; a decorative surface on unOthei side and a cross-sectional profile, the cross sectional 
1 s profile of the core being proportionally smaller than the desired cross sectional pniflte of the 
imished decoralive moulding, the tahle including a smooth continuous planar (op -surface and 
u longitudinal axis; (b) aligning the foam core on said longiludtaaf axis of [ho table; (c) sliding 
lhe foam core on the (op surface of the Cable forwardly along the axis through a coating 
containment chamber, the coating chamber; having- a botfom surface defined by tfie top 
20 surface of lite lable; Jiaving u rearward opening larger than the eore profile; side walla and a 
forward wall which includes « die, the die having a dee opening with a profile proportionally 
larger than (he ci-oss sectional profile of the moulding core, the die opening having a prulilc 
confoimmg a desired cross sectional uroiil*; (d) applying a liquid coating material Co Che 
dccoralive surracc of (lie moulding core m the foam core slide* though the coating climber, 
the Hat surface of thu> core riidbigly vngH&tag the top surface of the tabic thus being shielded 
from Loating material; (e) passing the coated moulding core- through the 



25 
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die opeiutuj on to an output portion of the cable top surlace; and (I) curing the coating 
material after the moulding has passed the die. 

Also provided is a device fbrniaiiufacturijig an elongate moulding havin^nJl)«t surfoee 
oji one side* a decorative surface on another &tde <ind a erass-seetknial profile, rlie device 
3 comprising: fable means, having a smooth cond rtiiOuK elonya It? planar lop surface, a 

longitudinal axis, an input portion, a midpniljon and an output portion, for supporting a 
ikraiblofbam moulding coie on said flat sm'race thereof a& the core slides along (he 
longitudinal axis; alignment means, on said input portion, for aligning the foam core on the 
longitudinal axis; n first coatrng containment chamber on said midpoitton having: a bottom 

10 surface defined by the top surface of the table; having a rearward opening larger tliau the core 
profile; side walls and a foiward wad whreh includes a lirsldie, the lirsL die having a die 
opening with a profile proportionally larger than the Cross sceliunul prolllo of the moulding 
core, the die opening Jiavi ng a profile conforming a detfred crCi^seclionul prolile; and drivuig 
means for driving the foam core through the coating chamber, the flat surface of the eoic 

IS slidingLy cringing flic fop sui'race of the tab lemusbehig shielded from coating material, and 
tor passing the fust coated coie thiou^h the first die opening onto the output portion of the 
Lable top suriacc. Preferably, the die opening is beveled expanding rearward ly, the opening . 
in a rearward side of the die being proportionally farger than the opening in a forvwd sufe of 
uhc die, 



BRIEF DESCRIPTFON OF THE DRAWINGS 



Figure 1 is a perspective view of a finished decorative moulding with staggered layers 
75 to reveal the ibarn core, mesh and at least* one coating layer, made by the method of the 
invention. 

Figwc 2 is a cross sectional view of the moulding, dbowfl m Figure 1 , 

-4- 
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Figure 3 is a side view of tlic apparatus of the present in version, with the foam core 
being passed by input conveyons through die openings in h housing Jilted with coalrng 
material, then to output conveyors, 

Figure 4 is a partial long secdotmf view of the apparatus of Figure 3. . 
5 Figure 5 is a long rcelional view of (he controg device housing of tlie appaiarus of 

Figure 3. 

Figure 6 is a lort£ seclioraaT view of an alternate embodiment of the coatiiuj device of 
the- apparatus oi' Figure 3. 

Figure 7 is a Itont propcei ive view of the die )>ortioii of the device of Figure 3, 
iu Figiire S is a schematic side view, paitly in cross section, of a portion of Ihc d*viee 

shown in Figure 5, 

DESCRIPTION OF THF, PRIUl'KKrU? KMBODlMENT 

15 Referring 10 Figures 1 and-2, an excluded decorative moulding according to Lhepreseflt 

invention is shown generally us item 1 0 and comprises a moulding core 12 having a coating 
1 4, Moulding L0 has an exterior decorative surface 1 6 and a flat surface J S. Moulding rore 
12 lias shaped surface 20 unJ Lltol Surface 1 Hetvveen moulding core 12 and coating 14 is 
mesh 22, which is attached Co the shaped surfaced 20 of the moulding core, Moulding core 

20 12 can be ma Je of A variety of I ight vvei glit mater ials including wood and plastic. PreleraMy „ 
moulding core 12 is made ol'iMi expanded or foamed plastic such as polystyrene or 
po!yw«tliauc< The material foiimng touting 1 4 can be pi aster, cement or some other material 
commonly used tn make decoiativc mouldings* Mesh 22 b a net like in aterral that helps to 
bind coating 1 4 onto moulding core 12. Moulding core 12 is preferably either an elongated 

25 extrusion or cut fo am with a eon stun t cms* seotf on . 

Moulding 10 has a cross sectional profile that is selected such lhal Che moulding wilt 
be visually appealing when mounted to a wall or ceiling. Flat surface 18 of the moulding. 

-5- 
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allows the moulding to be attached to the wall with adhesive*, 'Hie decorative surface 16 of 
moulding 10 is exposed for view. 

To mount moulding 1 0 to a wal l> an adhesive h plftwd on lla( surlaec 1 S and the 
surlnec- is pressed to tlic wall. Preferably as shown in Piguie 2, th& mesh 22 rs fabricated 
5 initially wrapped around the comers and attached to the flat surface I ft. Before prising the 
moulding to flip wall, the mesh 22 is nemoved from the flat surface 1 and swung around 1o 
press il onto the flat wall surface as indicated by dashed lines and arrows in Kigure 2. 

The visual appeal of decourfive surface 16 is govenied by the cross sectional profi le 
of the moulding Generally, decorative surface 1 Cz is substantially convex, but concave or 
l u complex surfaces may also be selected. As in tlie case of conventional wood moutdi ngs or 
out sfunc facades, various built up window flames, soffit and fascia coEistructions are 
possible. 

The method of the present invention comprises the steps of applying a fiist coating 
material to a moulding core. 12, passing the coated moulding core thought tJhe onenmfc of a 

15 first die wh He the coating material is pliable, hardening the first coating material acka$t 

j>aitially, applying a second coating material in the coaled moulding core while pliwblo, Uiwn 
passing die twice coated moulding core though a second die. Moulding cojie 1 2 is provided 
with substantially flat surface 1 8 and a shaped surface 20 and lias across sectional profile 
approximately tfn* wuue sbupe as Che desirM cross sectional profile of the finished moulding. 

20 ' If se cross sectional diameter ofmoulding core- 12 is selected to be approximately 1 an less 
ibati ihe desired Cross seclional diameter oHheiuushod moulding. 

Preferably, a mesh 22 is adheieito shaped suiface 20 of moulding con? 12 before the 
moulding core is coated. Mesh is wiruriereially available with one side tacky which litis off 
Uie foam core sliglitly during application of the first coating and is encased in the Jiaidened 

25 coating. The me*h 22 ranlbrccs tmd helps; (he first coaling material lo adhere to the surface 
ofmoulding core 12. 

The first and second coating materials- are preferably eUher a phutJjur or cement, 

-6- 
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depending on the desired finished product The first materials should be more grauular thau 
the second coating m tutorial- lc lias been discovered that a relatively granular routing male-rial 
adltejes better to (he surface of moulding core 12, however, Coo grumttar n coaling yields a 
finished product huviTig Lio rough a surface. To overcome Ihi* probfem,, the second coating 
5 material should liave a liner grain size to ensuic a finished madding wick smooth surface. It 
has been discovered thill a mixture made from a coarse grii $nnd forms an excellent first 
coaling material and a mixture made from a finer 200 grit sand forms and excellent second 
coating material. 

The dies liavc an opening with a profile- substantially similar fo that of the cross 
10 scetionul profile of moulding core 12. The proille of Che opening is slightly grater man the 
profile of <he cross sectional profite such that the edges uf the die opening ant; spaced b^^erk 
1/S to i/4 tncEjes away form the surface of moulding 12. The opening; of Che fin?l die cs 
slightly smaller than the opening of the second die, 

Rderrmg to Figures 7 and 8. the dies preferably comprise n 11 n1 plate 44 having a 
1«i thickness cti hecween 1/2 Lo 2 1/2 Luetics. As illustrated the edges 51 of the die opening aic 
beveled, preferably al u 45 degree angle so Cluit each die lias a slighlly larger opening or moulh 
53 on one side of (lie die. The coated moulding 15, is inserted through mouth 53 of the die. 
Edges 5 1 of the die spratd* Che coating maUrriulS and removes any excosra material. 

r l1ie coating of (he material onto moulding tore 1 2 can he accomplished by passing die 
2fj moulding core through a chamber Jiaving a quantity of coating, material. The entiling material 
can (hen be coated onto (he moulding core by pouring or even spraying as Che nwutfmg core 
passes through tlie chamber. 

The bevel of (he die haft been observed to have the effect of mixing «nd rolling the 
ooaCins material during application as the moulding coie passes through Ihe chamber, as 
25 indicated in Figure 8. 1>.i$ action keeps the coating material in motion, and Cherehy maintains 
the moisture contenl, consistency and viscosity tin wigji continual mixing. 

After (he moulding core itr eouted with the first coding material it is left to lumlcn a( 
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lea&t parUally. "ilie lime necessary lo harden the first coating depends on the thickness of 
Ihc lust coating and the coating material used. The first coating should be Sullicienlly 
Eiatdened such that the second coat can be applied wilhoul damaging the first coating or 
falling off during tlie second coating process. If cement ts used, hardening limes of between 
5 four hours and 24 hours will generally be required for the first coating. After the first coatfng 
i$ sufficiently hardened, the coated moulding coie is tlicn coated with the second coating. 
The twice coaled moulding con? is (hen passed through Che second die to remove the excess 
second Coating material and lo imparl Chef hial smooth finish. 

An alternate embodiment of the method comprises the steps of coating moulding core 

10 12 with a coating mixture, passing flie coated moulding coie through the opening of a first 
die, tlicn hnnicdiately passing tlie moulding though tlie opening of a second die. 'Ihe 
opening of the fust die lias a profile larger than tlie cross sectional profile of the moulding 
core. The- opening of the second die lias a profile greater than the cross sectional profile of 
(he moulding core and slightly smaller than the prof lie of the llrsst die's opening.' Tlie profile 

15 of Itie fits* die's opening is selected such that (he edges of the first die adjacent of the 

opening arc spaced between 1Y6 and 1>S inches from the moulding core. The profile of tlie 
opening of the second die is selected such that tlie edges of the second die adjacent of the 
opening are spaced between 1/32 and 1/16 inches from fhe moulding core- The profile of the 
opening of ibe second <tte equivalent Co ibe desired cosy stwu'unal prolileoflhe iinishcd 

2ft moulding, 

Tn both -methods of producing ibe coated moulding, the Hut surface ol'lbe moulding is 
shielded or covered so that it is Tig I coated with the eoatiug material. This creates « finished 
product havmg a coated decorative surface, and a non-coated flat surface. 

Referring to Figures 3 and 4, an example coating maehiuc that, carries out the method 
25 of the pi^sent invention is shown generally as item 30 aod consists of aflat table 32, feeder 
mechanism 34, angrier 36 s and coating chamber 3&. Moulding core 12 is placed onto (he lop 
ol'a u*b]e 32 and one end of tlie moulding core is inserted into feeder mechanism 34. Tlie flat 

-8- 
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suri&ee ol" moulding core 12 in contact with the top surface of table 3 2. The fop surface of 
Iftble 32 is preferably polled smooth and flat to permit moulding core 1 2 fo slide easijy 
along. Feeder lrax&amsm Aligner 3 6 guides 

moulding coie 12 into coating chamber 3$. Coating cliarnbcr 38 coats moulding core 12 with 
5 coating material as it passes through. Feeder mechanism 34 preferably comprises a pair of 
Opposing conveyor belts 35 (see Kiguie 5) that are positioned to liold onto moulding core 12 
bdwecnlnem. A & conveyor belts 35 turn, moulding core 12 is pulled through feeder 
mechontsm 34, '["he top surface of table .12 is preferably made of low friction material suc-h 
as Teflon to reduce the amount of friction between the flat surface of moulding core 12 and 

10 the top of table 32. Feeder mechanism 34 puslics flic- moulding core past coaling chamber 38 
and the coated moulding core 1 5 is passed to a drying tabic (not shown) whore the coating 
material hardens. Outfeed conveyors 1.14 are optionally provided fo guide and pull Ihc- 
mouldfog core through ™ e chamber, but of course the contact between outfeed conveyors 
and linished surface must be limited to hardened or non coated areas. For examples the 

15 output conveyors 134 /nay be sin face mounted flush wlfb the fable 32 fop to oonfac-l wily 
lite auLsurfuueof the moulding com 12. The particular parts of coating nciaduuc 30 sliall 
now l>3 discussed. 

Referring to Figures 4 and 5, a simple coating chamber 38 comprises coating 
compartment 40, filled with coating material and having a Iron! wall 42, back" wall 44 ( or die) 

20 and open top 47, Front wall 42 is provided with opening 50, which is dimensioned tti 

permit moulding core 12 fo pass flnough. Back wall 44 is provided with a bevefed opening 
52, dimensioned to have a profile proportionally larger than fli^profik- of moulding core 12, 
As moulding core 1 2 enters compartment 40 t the coating material is applied through open 
(Op 47, As illustrated, the die 44 or back wall is preferably consttucled oTUvo hiyt?rs 200 

25 and 20 1 . The forward layer 200 is of lightweight plastic to provide the bevel shape of 

opening 52> whereas riie ncai*waud layer 201 is of stoc-1 to provide wear resistance and ensure 
Hurt the desired profile shape is inaiwained. 

-9- 
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A variety of methods of applying the coating material to flic surface of flic moulding 
con be u*ed including spraying or pouring. Piefaably, flic coating material is poured directly 
over ihe top of moulding ooie T2 as it passes thiou^h compartment 40. Alternatively, 
compartment 40 may contain a suftlcirait volume of coaling material such that mouTdlrig core 
5 1 2 i s coated as it passes through the conipartincnf . Hie volume of waling materials is 
continuously leplenished from top opening 47. An operator positioned above opening 47 
rimy aa&tet Lhe coating step by travelling the coating material over the moulding core as it 
pa&&es Ch rough compartment 40. 

The coating material is prefeiably wet plaster or cement, the viscosity of which is 

10 detected to permit the material to evenly coat the exposed surfaces of moulding core 12, Fktf 
surface 1 8 U not coated with the coating material because if is shielded by close contact with 
tfje Cop surface of table 32. In some cases It lias been found necessary to use rollers lo press 
down on the foam core t2 to maintain contact with the table top, however where input 
conveyors 35 nave a rubber surface, the friction with Ihe conveyor holds (he foam core 

15 down. 

Referring to l'iguie* 4 and 5, the portion of back wall 44 adjacent opening 52 forms a 
<Ue 4-5, As the coated moulding core passes through opening 52., fhcporLion of back whD 44 
adjacent opening 52 removes excess coating materials from Ihe moulding core. Opening 52 
has a profile similar to, hut proportionally smaller than, Ihe desired profile of ihe finished 
20 moulding 10. Opening 52 imparts a cross-sectional profile onto lhe coated moulding core 
proportionally smaller than the desired cross- sectional profile: of the Uni&hed moulding. 

I Sack wall 44 is attached to coating cliambcr 38 by attachment means 4[J, which 
preferably comprises removable screws. Back wall 44 can be removed and replaced by 
another die by removing attachment means 49. hi this way, coating cliambcr 38 can be 
25 adapted for each particular desired moulding and multiple layeis of coating by simply 
replacing back wall 44 wilh tfie required die. 

After moulding cone 1 2passes completely through eoafiny: camber 38, it is 

-10- 
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transported ft> a drying fable (not shown) and the coaling is allowed to liarden. After the 
first coating ]% haidened> coated moulding cure 15 is ready for the application of the second 
coating material. Before coaled mouldiug 1 5 is again passed through devrce 30, back wait 44 
of coating chamber is replaced with ynelhcr die having a larger opening. Preferably, the- 
5 profile of the opening of the repfacernent. die is equivalent to the cross recti onal prnri 1e of (he 
finished moulding. Coated moufdtng 15 is passed through device 30 and a second coating i& 
applied. The first coating should be sufficiently hard so that it will not crack or break during 
flic second coating piocesa. 'Hie distance between conveyor belts 35 in feeder mechanism 34 
may have to be adjusted for Hie greater profile of the coated moulding core 1 5, The second 
10 coating Rfep is identical to the Jir.st eouting stop, tlic only difference being the second coating 
material. 

If will lie apparent to those filled in the ml thai (his method and device niay include 
a continuous process with two or more devices rn tme including drying ovens between 
coatlngcliamhers if desired. 

15 Reeding mechanism 34 passes moulding 10 past coating chamber 38, pieferably to a 

drying Luble (not shown) down stream of flic coating device, Moulding U> is allowed to dry 
sufficiently such QuiL Ihe coating, is fully dried. A drying chamber (not shown) may be added 
down slrcum of coaling chamber 38 to speed up the drying process. After moulding 1 0 has 
dried and cured, the moulding is ready for use. 

20 tiack wall 44 of coating chamber 3S prelcrably comprises one of the two dies. If 

moulding core 1 2 is to be coated wrth a llrftt coating material, Ihen wall 44 prclerably 
comprises a dee having an opening prop^rCionally larger Chan the ecuaa sectional pnofilc of the 
moulding cone. The opening of the die will also be proportionally smaller (htm Che cross 
sectional profile of the deshed finished moulding core. If the moulding core is being coated 

25 with the second coating mater ia1„ then wuU 44 preferably comprises a die having an opening 
with a profile identical, to ttie desired eruss sectional profile of the finished moulding. Figune 
7 illustrales a die suitable for use. The preferred die may include a jtfeel plate edge to 
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maintain the profile shape, during wear, and a plastic light weigh* rear portion (o guide the 
coating material in lhe beveled or arcuate shaped rear opening of the die. 

Referring to Figure 7 and K, opening 52 5s surrounded by edge 51 of back wall 44. 
J-ldge 5t of back vvkII 44 is preferably beveled and has a mouth 53, immediately in from of 
5 and slightly larger Ihan opening 52. It has been discovered Ihttl Che. Beveled edge 51 
surrounding opening 52 permits a smoother application «f fhe coating material, 'ibe exact 
thickness of the cowling is controlled by the dimensions of Ihe openings of the dies. If a 
couling tbiefcuess of i/2 inch is desired, the opening 52 should he dimensioned such that back 
wull 44 is spaced 1/2 inch away from coated moulding core 15 as the coated moulding core 

10 passes through the die. The smoothness of (he niiTuee of moulding 10 is controlled by 1hc 
viscosity of the coating notorial and the bevet oi (be dies. If insufficient moisture is present 
in Che mixture, then (he finished surface of moulding 10 wrlf be rough* If Is a trivial Cask (o 
regulate the moisture content of the rnixlurc 1o reach the desired viscosity. 

As best shown m Ktguvo 3, tire device, preferably includes separate input and output 

15 conveyors ^4 and i 34, with Independent drive** 'l^e surface of (he conveyor hefts 35 and 1 35 
are rubber or other icsihent fricttonal ra&teriA] lo hold the core 12 agurnst the flat table 32 
surface and drive the euro Ihrou&h the coatiug chamber It has becu found that drive 
systems using belt drives are rwl rdiabie and fend to slip resulting in surface UTc-guLuritie* in 
the finished moulding. Preferred drives aic as illustolcd using electric motors 202, chum 

20 drives 203, sprockets and gear drives 204. 

Coating machine 30 eA0 be modified to carry out the alternate coating method. Simply 
replacing mating chamber with a two dwnbersd coating device permits line 1wl> ftlep 
eoaung method to be used in Just one pass of Ihe moulding core. Referring to Pi&ure 6, an 
alternate coating device flint carries out the alternate method of the presort invention i« shown 

25 geneciiKy as? item 138. Coaling device 138 comprise* coating compartment 140 having a front 
wall 142, a back wall 144 and sizing compartment \46 liaving a bac* will 14H. Front wall 
142 is provided with opening 150, which is dimensioned Co permit moulding coie 12 Co 



- 12- 



http://patentsl.ic.gcxa/fcgi-bin/any2html 



1/7/2004 



02184205dis.afpPage 13 



Page 1 of 2 



; " 1 1 8 4 2 0. 5 

pass through. Back wall 1 44 is provided with an opening 152, diniensioiied to have a profile 
proportionally lai^er than the profile of moulding core 12, Edge 151 of back wall 144 
adjacent opening ] 52 is beveled. As moulding coic 12 enters compartment 1 40,^ the coating 
material is applied. As the coated moulding core pusses through opening 152, beveled edge 
S 151 of back: wall 144 adjacent opening J 52 removes excess coating material from the 
moulding core. Opening 1 52 lias a profile similar to, but proportionally Jailer than, the 
desired profile of the finished moulding 10. Opening 152 imparts a eross-scctLoual profile 
onto the coaled moulding core prvpurlk>r>ully larger llian the- desired cross-sectional profile 
of the finished moulding, 

M After passing through opening J 52, (he coaled moulding core-passes through the 

sizing chamber 146. '11)5 coated moulding core then pusses through opening 154 and out of 
chamber 1 46. Opening 1 54 has Ihe same profile as Iho desired cross-scctiorial profile of the 
finished moulding 1 1). Beveled edge 155of wall 148 is adjacent opening 154 and imparts the 
desired crofcS-seclionaJ profile lo Che finished moulding 10. Proierably, opening 154 has a 

J5 ctoxs sectional profile- proportional to bul slightly smaller tliau the profile of opening 1 52. 
Profitably > opening 152 is 1/4 htc-h larger than opening 154. Beveled edge 1 55 scrapes tlie. 
e*ces*co&ting material us 0ie mxiulding passes opening 1 54, The excess coating material 
removed in chamber H6 may be passed to chamber 140 -where il can be rcu^d. It has been 
discoveied that the use of two beveled dies, ihe firs! die being slightly larger than the second, 

20 imparts a superior finish to the product, 

'Hie e*act thickness oRhe coaling is controlled by the- dimension ol* opening 1 54. If a 
conling thickness of 1/2 inch is desired, then opening 1 54 should be dimensioned such tliat 
die 148 is spaced 1/2 inch away from moulding core 12 as the moulding cone passes through 
the die. The smoothness of tlic surfaces of moulding f 0 is controlled by the relative size* of 

25 opening i 52 and 154, the beveled nature of tlic die openiugs, and viscosity of the coat! ng 
material, 

M ouldi ng core* of varfo u* length can bz used in this invention. Moulding core 1 2 

-n- 
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may ovcnhzrvc a different cross sectional profile than finished moulding 1 0. Preferably, 
moulding core 12 has a profile identical to, but propyrtioiiafly smaller fhaii, flic desired ctoss- 
scctional profile. If flic coating is thick enough; however, a difYerenf cross-sectional profile 
may be imparted on che Imfched moulding, U'lbc cross sectional profiles of 1hc finished 

5 moulding 1 0 is not proportionally the samo as Che cross seclionid prolilo of moulding core 
12, then the thickness of Lho coaling will be uneven. It has been discovered that even coating 
thickness is desirable. 

Tt is therefore fo be understood that various other modifications and changes may be 
in arte tn <he confrUOCtrciti and arrAiigemem of parts compf Uing the preferred form of 

10 invention as described without departing fi ojn the spirit and scope of the Invention as 
defined by the appended claims and reasonable equivalents thereof. 
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\ CLAIM: 

1. A metlioa of liwiLufiivnicing an elongate decorative moulding having a decorative 
surfnee* comprising the steps oi"; 

5 (a) pfceing a flat surface of tin elongate Jham moulding, core on an Input portion of. a flat 
elongate 1*Me p «Ke foam core comprising a flexible icsllLcnt expanded polymer Com solid 
having:; k^J flat surface on one side; n decorative surface on another side und *i eross-sectional 
profile, the cross scctuuinl profile of the coic bcinft proportior»iHy smafler than the desired 
eras* sectional profile of tne finished decorative moulding, the table including, a smooth 

30 eonlituiOiiR planar top surface and a longitudinal axis; 

(b) uli£mn£ the foam core on said longitudinal aais ol'tht; table; 

(c) sliding the foam goto on the top surface of (he UtbJc lorwaidly along the axis through 
a coHlma uflmalranoit chmnber, the. coating chamber Having a bottom mAcc defined by Che 
top surJ'ue* of the table; having a rearward opening Urger than the core profiles *" J * wAlffi and 

15 a forward wall which includes a die, (he die having a die opening with a profile 
proportionally larger than the cross scotiunul profile of the moulding core, che die opening 
having a profile confonnms a desired cross awlk^al profile; 

Cd) applying a liquid coating material to tho deeurtitive surface of the moulding core as the 
foam core- slides though the? ooacing chamber, th* ChU surface of the cone sEidin^ly caging 
20 the top auri'uoe of the table thus being, shielded from coating material; 

(c) prating the coated moulding core through Lhe die- opening on to an oulpul portion of 
(he luhle top suiface; and 

(/) curing flic coaling material after (he m willing has passed file die. 

25 2. A method aceoidlng to dwim 1 wherein, the die opening is beveled expanding 
rearwardly, the opening in a rcarward -<srde of the die being proportionally larger than (lie 
opening in a forward side of flic die. 
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3. A rnetf iod accoiding (o dairo 1 wherein, Ihe <Uo iff a removable plate. 

4. A method according Co claim 1 wherein, Ihe coating chamber bus tin open top. 

5. A metfiod according lo claim 4 wherein, (he step of applying lb© ooatlng includes 
towelling the wwtflng onto flw decorative surface of 111* (nam core. 

6. A method recording to eluim » wherein, prior (a the step of placing the pun? on the 
Luble, the method includes the slcp ul\securinga rchtlbioiTig mesh to the dccuraLiw wrfoce of 
tlie core. 



7. A method accoiding lo clnlm t including Ihe further steps of: 

(g) sliding the first coated ilnun core on the fop surface of the table Hmvardly along the 
15 iixifi thiough. a second coating uoritainnicnt chamber, the second coating chutrther: having a 
bottom surfkee defined by [he tap surface of too luble; having a rearward openm* larger than 
the first coated cojc profile; side walls and a forward wall which include* a feecond die, the 
second die having a second die opening with a profile proportionally larger than tlie cross 
sectional profile of flw first eoated moulding eore, the second die opening having a profile 
20 conforming a de-sired cross sectional profile; 

" (1)] applying a second liquid eoatrng material to a cured first coated decorative surface oJ* 
the moulding core as the foam uore slides thiough a acuomt couting chamber,, the flat surface 
of the core slidrngly engaghig Che (op surface, of the table Ihus being shielded fioin fhc rceond 
costing material; 

25 (i) passing the second coated moulding core through a second die opening on lo an output 
portion of the fable U>p surface; and 

fj) curing 1he second coating lnafcruil after the moulding Im passed the second die. 
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8- A method acoordhig to claim 1 including the- further 2* Lop of; 

sliding the coated foam cose on the top surface of the table fonvaidly . along the axis 
through a drying, chamber* the drying chamber: having a bottom suiikcc defined by the top 
5 surface of the table. 

9. A device for manufacriuingau elongate monldhis having a flat surfaces on one side* a. 
decorative surface on another side and a cross-sectional profile* tliodcviec eornprhring; 

lable means, having a smooth continuous elongate planar ton surface* a longitudinal 
10 axis, an input pojtion, a midpoition and an output portion, for supporting a flexible foam 
moulding core on said flat surface thereof as the core slides along the longitudinal axis; 

alignment means, on said input portion, for aligning the foam core on the longitudinal 

awls; 

a first coating containment chamber on said midportion having: a twUoni surface 
1 5 defined by the top surface of the table, having a rearwurd Opting forger (hall the core profile; 
side walls and a forward wall which includes a first die, flu> first die having a die opening with 
a profile proportionally larger than Hie cross secuunaL profile of the moulding coie, tlie die 
opening having a profile conforming a desired cross scelionul profile; and 

driving means for driving the foam core through Ihe coaling eh a.mher t the flat surface 
20 of tlie core sliding])' engagiti^thc top surface of the labb thus being sbielded from coating 
material, and for passing the first coated core through the Itrsl die opening onto the output 
purulon of Che Cable Cop surface. 

10. AdeviceaecoKu"ngloeluim9 wherein che die opening is leveled expanding 

25. rearwardly, the opening in a rearward side of the die bciug prouortioiially larger than the 
opening in a forward sids of Ihe die. 
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If. A device according to claim 9 wherein, the- lir»l is a removable plate. 

13. A device aceordiugto claim 9 wherein, die first coating ehanibe-r has an open top. 

.i 13. A rfeviee uif dciinod in claim 9 further comprising a second coating chamber, on said 
rn rdportion rearward of* said first costing containment chain b&j; the second chamber lia ving a 
nolUvm yurfuw defined by the fop surface of the table means; Slaving a rearward opening, 
larger than the first coated core profile; side walls and a forward waU which includes ii second 
db, the second die having a second die opening with a profile proportionally larger lliau CJie- 
1 U cross sectlojial profi te of die 11 r*i conled moulding wr<% 1he second d ie opening having a 
pnofile conforming a desired cro**seelfonaf profile. 

t*. A device as defined in cfairn 9 wlierein C*jo Ur.i vin& means comprises a conveyor bell. 

^5 15. A device as defined in claim T 4 whei&in the conveyor belt has a nesHtett friclioiud 
surface. 

16. A device as defined in claim 14 comprising, an input conveyor bs]f with an associated 
inpul ddvcj and «n independent output conveyor belt with an associated output drive. 

2& 

T7. A device as defined rn cfarm 1 fi wherein ihe rnpul and onipui drives each comprise 
gear drives. 

1 A device as dcluuxl in claim 16 svherein Hie inpul an J output driven each comprise 
25 chain driven 
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AB STR ACT 

The invention provides a method of manufacturing an elongate decorative moulding 
having a decorative surface-, comprising tire steps of: (a) placing a flat surface of an donguli; 
foam moulding coie on an input portion of a flat elongate- table, the foam core wrnpniing a 

5 flexible resilient expanded polymer foam solid living: said flat surface on one s.dc; a 

decorative surface nr. another side and a emas-sectionaf profile, the cross mdcojul profile ot 
the core being proportionally smaller than (he desired crass sectional profile of the ftnwhcd 
decorative moulding, the table including a smooth eontiitumM planar top surface and* 
longitudinal axis; Cb) aligning (he foam core on said longitudinal axis of the table; (c) .<l«mng 

t 0 the foam core on the (op surface or the (able forward I y along the axis through a coaling 
containment chamber, the coating chamber: having a bottom surface def incrl by the top 
surface of (he table; having a rearward opening larger than the core profile; sule walls and a 
forward wall which includes a die, the die having h die opening with a profile proportions! ly 
lai«er man the cross sectional profile of the moulding core, the die opening haveng a profile 

1 s conforming a desired cros* actional profile; (d) applying a liquid coding material to the 

decorative surface of the moulding core w Che foam core slklca (hrtn«b the coating «h«nbcr. 
the riKf aorface of the core sHdingLy engaging the (op surface of the table thua being sh.elded 
bom coating material; M passing fho ooated moulding cote through the die npci.ng on to an 
oulwl portion of the (able top surface and (fl curing the coating material arte.- (he moulding 

2<i has passed the die. Also provided is a device for manufacturing an elongate moulding. 
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